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™e present invention relates to the * . 
concerning techni ques for producing ^ 

PRIOR ART 

ea5t °ne shoe UDner 
(or sole) . PPer and a "lative bottom 

In order to obtain the so-called 

-Per ~t be produced , ^ "T^ * «*" 

—ions, or Punchings , ^ * » *«- by punched 
' one to another and l ined ■ *' leather ' joined 

deludes a toe cap for obt . lnSld6 ' " hich —times 

-e shoe, and a counter , ' & «"* ™ »f 

f ° r St -^thening the shoe rear 

The parts forming the shoe 

cap and counter) are ofi- • (punchln ^' lining, toe 

t is also necessary to produce an insole K 
shape match a relative shoe U p per . ' S±Ze and 

The insole is generally mounted on a last , 
fastened by suitable fastening me ans . " " ±- 

During a next step a 
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After the shoe upper anH i-hc • 

pper and the insole have been ioineH 
-o. upper ls nade to « the 

acc„ din9 to systems aM tech ~ JO the lest, 

in the field. those ex Pert 

The so obtained assembly is iodn»H - 

stitchino and/or glui J 5 ° lned t0 * texative aoXe by 
The shoe upper of this ih„h * 

1«" of a prefixed h ° 9 " Str «=hed on a 

- so ohha.oed shoes have a J^/ Je ^ ^ f^ 
receiving space. e foot 

m case the user has a deformed foot for • , 

metatarsus-phalange portion the ' ^ 3 

uncomfortable, because the sh ^ iS 

^ foot, in the a " hape ° aUSe to 

s k in irrigation " ^ " th * shoe, 

irritation, pain and sometimes ^ abrasions 

" the foot deformation is small, the shoe <w 
only by being used and ^ ^1^1 " 

discomforts or k, u b ° Ve Ascribed 

mforts, or by mechanical instruments which widen rh 

shoe upper in if, ^« Cn Wlden th e 



If the foot deformation is small, the shoe <w 
only by being used - • ■ ^ Sither 

discomforts, or by mec 
shoe upper in its rear area 

If the foot deformation is severe or peculiar th • . 
°f shoe cannot be worn- rh„ • thlS 

form of the foot and * n6CeSSary t0 ^ * 

tne foot and prepare a "tailored" shoe. 

25 OBJECT OF TB E INVENTION 

The object of the present invention i s to Dr 

method for D r n H„^ . s to Propose a 

tor producing shoes, which can be ad-nr.* . 
user's foot shape adapted to the 
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A further object of the present invention is to propose a 
method, whose carrying out does not require specialized 
staff. 

The characteristic features of the present invention will 
5 be better pointed out in the following description of a 
preferred embodiment, in accordance with • the contents of 
the claims and with help of the enclosed drawings, in 
which: 

10 BRIEF DESCRIPTION OF THE DRAWINGS 

- Figure 1 is a perspective and partially exploded view 
of those parts which form a shoe obtainable by the 
proposed method; 

Figure 2 is a lateral section view of the assembled 
15 parts of Figure 1 and of an insole; 

- Figure 2A is a front section view of what is shown in 
Figure 2; 

- Figure 2B is the same section as Figure 2A during a 
subsequent operation step; 

20 - Figure 3 is a lateral view of a shoe obtained by the 
proposed method; 

Figure 4 is a lateral section view, taken along a 
longitudinal plane, of what is shown in Figure 3; 

Figure 4a is an enlarged view of the particular K of 
25 Figure 4; 

- Figure 5 is a perspective and partially exploded view 
of the parts, which form the proposed shoe, according 
to a second embodiment; 
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- Figure 5A is a front section view of the assembled 
parts of the second embodiment, with a different 
fastening of the shoe parts pointed out; 

- Figures 6, 7 are front section views of the assembled 
5 parts of the proposed shoe according to a third 

embodiment in two subseguent operation steps; 

- Figure 7A is an enlarged view of the particular HI of 
Figure 7; 

- Figure 7B is an enlarged view of the particular H2 of 
10 Figure 7. 
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DESCRIPTION OF THE PREFERRED EMBODIMENTS 

According to the proposed method for producing a shoe, a 
shoe upper 2 must be obtained by assembling different 
15 parts, for example: an external layer 25 and, if 
required, a counter (not shown) joined by stitching to 
the rear portion of the external layer; an internal 
layer 26, called lining, complementary to the dimensions 
of the external layer 25, and fastened to the inner 
surface of the latter, and aimed at internal finishing of 
the shoe upper obtained as described above. 

Moreover, the proposed shoe can be obtained by the use of 
a heel-insole 4, whose shape and size are prefixed, or an 
insole, and it is necessary to use a sole 5, whose shape 
and size are prefixed in relation to the size of the shoe 
to be obtained. 

Taking into consideration the parts forming a shoe, an 
elastic element 6 is prepared, for example an elastic 
strip with a prefixed shape, e.g. similar to the fore 
central portion of the sole 5, but slightly smaller than 
the latter; otherwise, the elastic strip 6 can have a 
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profile similar to the sole 5 profile, but slightly 
smaller . 

According to a second embodiment, the elastic element 6 
may include a plurality of elastic strips arranged side 
5 by side. 

In relation to the dimensions and the shape of the 
elastic strip, it is necessary to scratch, a technique 
known to those skilled in the art as fleshing, the edge 
of the shoe upper, which is aimed at receiving, fastened 
10 thereto, the elastic strip. 

In a first operation step, the elastic strip 6 is placed 
over the fleshed area of the shoe upper edge, and the 
edge C of the elastic strip 6 is fastened, for example by 
stitching and/or gluing, to the shoe upper fleshed area, 
for example along the sections facing the edges of the 
central-fore area of the shoe upper 2, to define a 
tubular assembly formed by the shoe upper and the elastic 
strip 6. 
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Otherwise, the elastic strip can be fastened to the 
peripheral edge of the lower portion of the shoe upper 2, 
to define a different shoe upper-strip assembly, which is 
not shown . 



In the last case, it is possible to fasten the sole the 
shoe upper-strip assembly, without fitting the latter 
25 onto a last. 

If the elastic strip 6 engages the central-fore portion 
of the shoe upper, the heel-insole 4 is placed and 
fastened, according to known techniques, to the rear 
portion of a last, not shown, so as to match with this 
30 rear portion. 
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After the heel-insole 4 has been placed on the last, the 
shoe upper 2 is fitted thereon. 

Then, a layer of glue is applied to the area of the 
external edge B of the heel area of the heel-insole 4. 

5 If a full insole is used, the layer of glue is applied to 
the external edge B of the heel area and to the external 
edge area of the insole toe, before the shoe upper is 
fitted onto the last. 

Then, the edge R of the rear portion of the shoe upper 2, 
10 which is partially placed on the edge B of the heel- 
insole 4, is folded to fasten the shoe upper to the heel- 
insole 4, due to keeping the press joining of the edges 
R, B for a prefixed period of time; in this way, the shoe 
upper - heel-insole - strip T assembly, shown in Figure 
15 1, is obtained* 

Otherwise, a mutual fastening can be obtained by applying 
a plurality of connecting means, or other means, to the 
folded edge R of the shoe upper 2, so as to engage the 
edge B of the heel-insole 4, situated below. 

20 According to a second embodiment, shown in Figure 5, an 
full insole S is used, which has, in its central-fore 
part, an elastic element 60, for example an elastic strip 
(or a plurality of elastic strips), with a predetermined 
shape, for example similar to the central fore portion of 

25 the insole, but smaller than the insole. 

According to this embodiment, in a first step, the shoe 
upper 2 is fastened to the insole, pre-positioned and 
anchored to the last in known way. 

The insole S can be fastened to the shoe upper by the 
30 application of a layer of glue to the external edge Bl of 
the insole S and folding the edge Rl of the shoe upper 2 
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over the edge Bl of the latter, to define, by keeping the 
pressed joining of the edges Rl , Bl, the shoe upper - 
insole - strip Tl assembly; connecting means or other 
means can be used instead of the glue. 

5 Otherwise, the insole S can be fastened to the shoe upper 
2 by stitching, by for example the so called "Bologna" 
stitch (Figure 5A) , to define the shoe upper - insole Tl 
assembly. 

After the shoe upper - heel-insole - strip T assembly, or 
10 shoe upper - strip assembly, or shoe upper - insole Tl 
assembly, is formed, fastening means 50, for example 
adhesive means or velcro® of heat-plastic material, 
having a prefixed shape, are fastened to the surface 59 
of the sole 5, according to known techniques, to define, 
15 on the sole, a fore fastening area Z and a rear fastening 
area Zl, in the sole toe-area and in the sole heel-area, 
. respectively, and externally with respect to the 
fastening means, as shown in Figures 1, 5. 

On the upper surface of the fastening means 50, there is 
20 a removable protective sheet, not shown, whose dimensions 
are equal to the dimensions of the fastening means 50 and 
which is provided laterally with a tongue going out from 
the sole 5. 

According to a second embodiment, the fastening means 50 
25 can be introduced in the sole of the sole 5, while the 
latter is being produced. 

During a subsequent step, the sole 5 is set in contact 
with the shoe upper - heel-insole - strip T assembly, 
shown in Figure 2, or with the shoe upper - strip 
30 assembly, or with the shoe upper - insole Tl assembly. 

Then the fore fastening area Z of the sole 5 and a 
corresponding fore portion, for example the toe area, of 
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the shoe upper - heel-insole - strip T assembly, fitted 
on the last, or of the shoe upper - strip assembly, or of 
the shoe upper - insole Tl assembly, is fastened to the 
rear fastening area Zl of the sole and a corresponding 
5 rear portion, for example, the heel area, of the shoe 
upper - heel-insole - strip T assembly, or of the shoe 
upper strip assembly, or of the shoe upper - insole Tl 
assembly, in order to obtain a sole- assembly group W, 
Wl. 

10 The elastic strip 6, 60 is not fastened to the fastening 
means 50, as shown in Figure 2 and in the section of 
Figure 2A. 

According to a not shown embodiment, the fore area Z of 
the sole 5 is fastened in one point to the central fore 
15 portion of the shoe upper - heel-insole - strip T 
assembly, or of the shoe upper - strip assembly, or of 
the shoe upper - insole Tl assembly. 

Afterwards, the sole - assembly group W, Wl is removed 
from the last. 

20 After the sole - assembly group W, Wl has been obtained, 
during a subsequent step of the proposed method (shoe 
checking), a user puts his foot P into the shoe upper 2 
of the sole - assembly group W, Wl; the elastic strip 6, 
60 stretches crosswise and the shoe upper 2 adapts to the 

25 user's foot shape. 

Then, the sheet situated above the fastening means 50 is 
removed by pulling the relative tongue, and subsequently, 
the user's foot pushes to removably pre-fasten the 
elastic strip 6, 60 to the fastening means 50, so as to 
30 stabilize the extension of the elastic strip 6, 60, and 
therefore, to maintain the spatial conformation of the 
shoe upper 2 . 
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During the final step, the user removes his foot fro, th 
so deformed sole - assembly f ™ m the 

and/or heatin g means, for example 

introduced therein to press to sole 5 so that T' "* 
5 and adheres to t-h« at Xt joins 

to the assembly T, or to the shoe upper - 
strip assembly, or to the <,h^ 

in the group w W1 in « W * ' ±nSOle T1 

9 900 ! h t0 ° btain thS desire <> -hoe 

9, 900, as shown in the section of Figures «, 5ft< 

After the shoe 9, 900 is obtained a fin< k- 

the e lasti= strip 60 .° St " P *' °* °" the * - «* on 

u A ; c :rr:; d : thi r — ^. - s„ oe 
°?J:zt:t: tit 1 ;- is 

i • • and an internal layer 26 nr 

lining. IEI or 

In this embodiment, the termini 

external layer 25 i s P ° rtl ° n 25 ° ° f the 

2S0 of the linino ^ ^ ^ rti °" 

distance d' fr ' " ^ " ±S ^ " a 

stance d from the edges of the portions. 

The elastic element 6, 60 (either the elastic strio 6 
more elastic stride . C str iP 6, or 

° stri Ps f or the insole s with ii-, i , ■ 
element- an\ ■ ^ Wltn lfc s elastic 

portion 250 the terminal 

portion 250 is covered with glue. 

Due to the pre-f astening of the elastic , 

* . elastic element 6; 60 tn 

the fastening means 50, the terminal 

„. in relation - to ; h e : h ru:i rj;° of the 

^ fastens. „ holly or ^ ^"J.^*"*" 1 "" 

- defi „e a 9aP , bet „ een the termina r; :„ 5 ; 60 in o r r 

26 - «- <* the 50l e 5 (Fi9ure 6 
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After the elastic element 6, 60 has been pre-f astened to 
the fastening means 50 or after the shoe 9, 900 has been 
obtained, the terminal portion 250 of the external layer 

25 is wedged, by suitable instruments, into the gap J and 
5 is made adhere to the terminal portion 260 of the lining 

26 (Figure 7A) ; then the exceeding part of the terminal 
portion 250 of the external layer 25 is trimmed (Figure 
7B) . 

The above described method for producing a shoe has 
10 advantageous features. 

The method allows to obtain an especially comfortable 
shoe, suitable for users having particular foot 
deformation. 

The elastic element 6, 60 allows to adapt the shoe upper 
15 to the user's foot conformation, due to the introduction 
of the user's foot into the sole - assembly group W, Wl . 

The protective sheet situated above the fastening means 
50, allows the user to put on the shoe upper, to check if 
the deformation of the latter is sufficient for the foot 
20 shape without "activating" the fastening means 50, and to 
decide freely whether to buy the shoe 9, 900 or not. 

The fastening means 50 on the sole 5 allow to pre-fasten 
the shoe upper: if the user has not deformed the shoe 
upper correctly, the initial conformation of the shoe 
25 upper can be restored manually, i.e. the elastic strip 6, 
60 is separated from the fastening means 50. 

The pre-f astening of the shoe upper 2, adapted to the 
foot shape, to the sole 5, due to the fastening of the 
sole - assembly group W, • wl, allows to obtain a 
30 personalized shoe 9, 900. 
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The sole 5 can be fastened to the groU p w, wi by 
• txtchong or by use of glue , ^ suitabiy J 
the le 5 activateg ^ heat _ weiding ^ fusiQn 

suxtable .aterials, fro, wh ich the elastic ele.ent 6, 60, 
the fastening me ans 50, and the other parts of the shoe, 
are ma de, so as to assure the seal between the sole 5 and 
the group W, wi. 

t T e h LnT Ching "** " dUtanCe " d " *«- ^ 

termrnal portion of the shoe upper 2, allows, after the 

shoe 90 0 has been obtained, to finish perfectly the 

^rnrng area between the sole edge and the terminal 
portion of the shoe upper 2. 

The described method for producing shoes is also 
advantageous, because its operation steps are simple and 
do not require specialized staff. 

It is understood that what above, has been described as , 
P«e not li m iti„ g exas, pl e, therefore, possible variants 

within 6 T"" 0 "' derlVi " 9 fr ° m thS P "« i - 1 "-in 
«th» the protective scope of the present technical 
solution, as described above and claimed hereinafter 



